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cosmet^tPmaterial sheet, method for manufacturing of the sheet 
and apparatus for use in the manufacture: 



BACKGROUND OF THE INVENTION 
Field of the Invention 

The present invention relates to a cosmetic material sheet 

which enables a trial use of a powdery cosmetic such as a foundation; 

v-r.-:;'r.;." i -V'y;.'.;v^ 

v-att eye s^adbw^ a cheek color or the like hygienically as a sample, 



ei^^^r^ : sa|:e-. thereof as a product and particularly enables 
a^^i|s$^ product. The present' invention- 

also telated.t^-%^<6fehod' 'for manufacturing of the same and an 
apparatus for use "f'n the manufacture. 

Related Art 

Conventionally," in order to contain a sample of powdery 
cosmetics such as a foundation, an eye shadow, a cheek color 
or the like,, various kinds of sample cases have been marketed. 
However, all of them have a stereoscopic or three-dimensional 
shape so that there has been a problem that they are bulky and 
hence, it is difficult to handle them in transportation or the 
like. 

f)T7There exists a conventional /hin cosmetic sampler. As 
' shown in Fig. 25, this cosmetic sampler/is jincludes a cosmetic 
sample layer 62 having a desired pattern printed on an upper 
surface of a mount 61 by a sci/een printing and a transparent 

fa. 
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protective cover 64 adhered to ihe upper surface of the mount 
61 by way of an adhesive agent layer 63 coated on an outer 
peripheral portion of the upper surface such that the protective, 
cover 64 can be peeled off . Tften, in forming the cosmetic sample 
layer 62 , as cosmetic material which includes the cosmetic sample 
layer 62, material which dissolves powder which eventually 
becomes a cosmetic sample in a solvent is used. Then, by printing 
such a slurry- like cosraeti : material on the upper surface of f 
the mount 61 by a screen printing, the solvent in the cosmetic 
material is evaporated and t$e cosmetic sample layer 62 remains . 

However, the above-mentioned cosmetic sampler uses, as 
the cosmetic material whichconstitutes the cosmetic sample layer 
62, material which dissolves powder which becomes the cosmetic 
sample in the solvent and hence, the cosmetic sampler can be 
used only as a color sample.- _Further, the color of the cosmetic 
sample layer 62 does not agree with the color of the cosmetic 
actually used. 

SUMMARY OF THE INVENTION 

The present invention has been made in view of the 
above-mentioned circumstance and it is an object of the present 
invention to provide a cosmetic material sheet which can offer 
powdery cosmetic material totally having the same color, gloss 
and touch as those of powdery material actually used as a sample 
or the like and can firmly adhere the powdery cosmetic material 
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to a sheet substrate, a method for manufacturing such a cosmetic 
material sheet and a device used for such a method. 

According to one embodiment, a cosmetic material , sheejt^ 
of the present invention includes a sheet substrate having a 
large number of concave portions formed on an upper surface 
thereof, a powdery cosmetic material adhering layer formed on 
the upper surface of the sheet substrate at a given position 
in a state that the powder cosmetic material adhering layer covers 
arbitrary concave portions out of a large number of concave 
portions, and a protective cover which is releaseably adhered 
to the upper surface of the sheet substrate in a state that the 
protective cover covers the powdery cosmetic material adhering 
layer, wherein each concave portion has an oblong shape in a 
plan view and has a bottom portion thereof formed into a curved 
plane of a dish shape. 

That is, according to the cosmetic material sheet of the 
present invention, at a given position on the upper surface of 
the sheet substrate which has a large number of concave portions 
on the upper surface thereof, the powdery cosmetic material 
adhering layer is formed in a state that the powdery cosmetic 
material adhering layer covers arbitrary concave portions out 
of a large number of concave portions. Accordingly, by using 
a powdery cosmetic material that is actually manufactured for 
sale instead of a sample cosmetic material as the powdery cosmetic 
material which constitutes the above-mentioned powdery cosmetic 



SUBSTITUTE SPECIFICATION 



material adhesive layer, different from a conventional product 
which uses the sample cosmetic material which is obtained by 
dissolving powdery cosmetic material actually used in a,, solvent. . 
or the like, it is possible to offer the powdery cosmetic material 
having the same color, gloss and touch as those of the powdery 
cosmetic material actually used as a sample. Accordingly, by 
actually trying out the powdery cosmetic material, a consumer 
can accurately judge whether the powdery cosmetic material which 
the consumer is going to purchase has the quality and hue that 
the consumer desires so that the cosmetic material sheet is useful 
in promoting the sale of the powdery cosmetic material . 

Further, the cosmetic material sheet uses the powdery 
cosmetic material used as the powdery cosmetic material of the 
above-mentioned powdery cosmetic material adhering layer and 
hence, the cosmetic material sheet can be used -as a product. 
Further, the powdery cosmetic material adhering layer is formed 
in a state that the powdery cosmetic material adhering layer 
covers the arbitrary concave portions of the large number of 
concave portions arranged on the upper surface of the sheet 
substrate and hence, the powdery cosmetic material which 
constitutes the powdery cosmetic material adhering layer is 
filled in the above-mentioned arbitrary concave portions. The 
powdery cosmetic material which is filled in the arbitrary 
concave portions performs an anchoring effect so that the powdery 
cosmetic material adhering layer is firmly adhered to the sheet 
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substrate. Further, the above-mentioned concave portions have 
an oblong shape in a plan view and have bottom portions thereof 
formed into a curved plane of a dish shape so that the powdery.,.,., 
cosmetic material which is filled in the above-mentioned 
arbitrary concave portions can be easily taken out by adhering 
the powdery cosmetic material to a powder puff or the like whereby 
a substantially total amount of the powdery cosmetic material 
which constitutes the powdery cosmetic material adhering layer 
can be used. 

According to the present invention, when a plate -like frame 
which has a height thereof higher than a height of the 
above-mentioned powdery cosmetic material adhering layer is 
laminated on the upper surface of the above-mentioned sheet 
substrate and a protective cover is releaseably adhered to an 
upper surface of the plate- like frame, there is no possibility— 
that an upper surface of the above-mentioned powdery cosmetic 
material adhering layer comes into contact with a lower surface 
of the protective cover so that even when the protective cover 
is peeled off in the. trial use of the cosmetic material sheet, 
the powdery cosmetic material is hardly adhered to the lower 
surface of the protective cover. 

-Then, a method for manufacturing a cosmetic material sheet 
includes a step for supplying a mount which has a large number 
of concave portions formed on an upper surface thereof wherein 
each concave portion has an oblong shape in a plan view and has 
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a bottom portion thereof formed into a curved plane of a dish 
shape, a step for filling powdery cosmetic material at a given 
position on the upper surface of the mount supplied v,in, w the«.. w r 
above-mentioned manner in a state that the powdery cosmetic 
material covers the arbitrary concave portions among a large 
number of concave port ions , a step for pressing the filled powdery 
cosmetic material, a step for adhering lamination material to 
the upper surface of the mount after the mount passes the 
pressing in a state that the lamination material covers the 
pressed powdery cosmetic material, and a step for cutting given, 
portions of the mount after the mount passes the 'adhesion of 
the lamination material thus obtaining a cut piece as a cosmetic 
material sheet- 

Further, a device for manufacturing a cosmetic material 
sheet according to the present invention includes a supply device 
which supplies amount which has a large number of concave portions 
formed on an upper surface thereof wherein each concave portion 
has an oblong shape in a plan view and has a bottom portion thereof 
formed into a curved plane of a dish shape, a filling device 
which fills powdery cosmetic material at a given position on 
the upper surface of the mount supplied from the supply device 
in a state that the powdery cosmetic material covers the arbitrary 
concave portions among a large number of concave portions, a 
press device which presses the powdery cosmetic material f illed 
by the filling device, a laminating device which adheres 
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lamination material to the upper surface of the mount after the 
mount passes the press device in a state that the lamination 
material covers the pressed powdery cosmetic material, .and. a 
cutting device which cuts given portions of the mount after 
the mount passes the laminating device thus obtaining a cut 
piece as a cosmetic material sheet. 

That is, the method and device for manufacturing a cosmetic 
material sheet according to the present invention enable the 
uniform and efficient manufacturing of the cosmetic material 
sheet which has the above-mentioned excellent effects. 

Further, in the method for manufacturing a cosmetic 
material sheet according to the present invention, when the mount 
is formed of a strip- like mount and the method includes a step 
which winds or takes up the strip- like mount after cutting the 
cosmetic material sheets, the cosmetic material sheets can be 
continuously manufactured. Other features and advantages of 
the invention will be appeared from the following detailed 
description taken in conjunction with the accompanying drawings 
that illustrate, by way of example, various features of 
embodiments of the invention. 

BRIEF DESCRITPION OF THE DRAWINGS 

Fig. 1 is a perspective view showing one embodiment of 
a cosmetic material sheet of the present invention. Fig. 2 is 
an exploded perspective view of the cosmetic material sheet, 
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Fig. 3 is a cross-sectional view of an essential part of the 
cosmetic material sheet . Fig . 4 is an explanatory view of concave 
portions of the cosmetic material sheet . Fig. 5 is a transverse, 
cross -sectional view of the concave portions, and Fig. 6 is a 
longitudinal cross-sectional view of the concave portions. 

Fig. 7 is an explanatory view showing one embodiment of 
a device for manufacturing a cosmetic material sheet according 
to the present invention. Fig. 8 is an explanatory view of a 
filling device of the manufacturing device, and Fig. 9 and Fig. 
10 are explanatory views of a press device. 

Fig. 11 and Fig. 12 are explanatory views of a method for 
manufacturing a cosmetic material sheet according to the present 
invention. 

Fig. 13 is a perspective view showing another embodiment 
of the cosmetic material sheet of the present invention.. Fig. 
14 is an exploded perspective view of the cosmetic material sheet . 

Fig. 15 is a perspective view showing still another 
embodiment of the cosmetic material sheet of the present 
invention. Fig. 16 is a cross -sectional view of an essential 
part of the cosmetic material sheet. 

Fig. 17 is an explanatory viewof amethod for manufacturing 
the cosmetic material sheet shown in Fig. 15 and Fig. 16. 

Fig. 18 is an explanatory view of a cutting device in the 
device for manufacturing a cosmetic material sheet of the present 
invention and Fig. 19 is an explanatory view showing the manner 
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of operation of the cutting device. 

Fig. 20, Fig. 21, Fig. 22 and Fig. 23 are views showing 
modifications of the concave portions. ^,,,^. r .,- r . 

Fig. 24 is a view showing a modification of the state of 
the arrangement of the concave portions. 

Fig. 25 is a cross -sectional view of. a conventional 
example . 

PREFERRED EMBODIMENTS OF THE PRESENT INVENTION 

Subsequently, the present invention is explained in 
detail . 

According to one embodiment, a cosmetic material sheet 
of the present invention includes a sheet substrate on which 
a large number of concave portions are formed, a powdery cosmetic 
material adhering ""layer and a protect ive^cpver . 

Various kinds of resin sheets including PP (polypropylene) 
resin sheets or the like and various paper sheets including 
woodfree paper or the like can be used as the sheet substrate. 
The thickness of the PP resin sheet is set to 6 to 400 urn, and 
more particularly, to 100 to 200 nm. 

On the other hand, woodfree paper or paperboard is set 
to 80 to 500 g/m 2 , and more particularly to 180 to 310 g/m 2 . 

To take out a substantially amount of powdery cosmetic 
material adhered to the inside of the concave portions each 
concave portion is required to have an oblong shape in a plan 
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view and to have a bottom portion thereof formed into a curved 
plane of a dish shape. In the present invention, "oblong" means 
not only "elliptical" but also an "elongated shape", as. .shown, ~ 
in Fig. 20. Further, "curved plane of a dish shape" means not 
only a shape of an earthen mortar or the like but also a curved 
shape having an acute angle as shown in Fig. 21 and a shape having 
a flat bottom surface as shown in Fig. 22 and Fig. 23 (a flat 
surface being indicated by A in Fig. 22 as well as in Fig. 23) 
As a method for forming such concave portions, a method which 
adopts embossing ( flat -pressure press • forming or 
circular-pressure press forming) or a method which adopts screen 
printing, photogravure printing or offset printing or the like 
can be used. Further, as a pattern for arranging a large number 
of such concave portions on the upper surface of the sheet 
substrate. Various patterns including, a checkered pattern, a 
staggered pattern, a radial pattern, a vortex pattern or the 
like or a combination of these patterns can be considered. 

Further, the depth of the concave portions is set within 
a range of 1 to 500 um, and more particularly within a range 
of 1 to 300 urn. Further, the lateral width of the concave 
portions is set within a range of 50 to 2000 um, and more 
particularly within a range of 50 to 1000 (am. 

Further, a longitudinal width of the concave portions is 
set within a range of 50 to 2000 um, and more particularly within 
a range of 50 to 1000 um. Then, when the depth of the concave 
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portions is set to 1 to 500um, the lateral width is set to 50 
to 2000 |am and the longitudinal width is set to 50 to 2000 Jim 
with respect to the concave portions, a substantially;--tp,tal..v- A1 „.. 
amount of powdery cosmetic material can be taken out without 
leaving the powdery cosmetic material in the inside of the concave 
portions . Particularly, when the depth of the concave portions 
is set to 1 to 300 urn, the lateral width is set to 50 to 1000 
(am and the longitudinal width is set to 50 to 1000 urn with resp^ecj^.^.,.. 
to the concave portions, a total amount of powdery cosmetic 
material can be removed easily. Further, since the shape of 
the concave portions can be made small, the number of concave 
portions which can be formed on the upper surface of the sheet 
substrate can be increased so that the removal preventive, 
property derived from the anchoring effect can be increased. 
Further, when the shape of the above-mentioned concave portions" 
is formed in an elliptical shape, the lateral width indicates ' 
a length of a long axis and the longitudinal width indicates 
a length of a .short axis. 

As a method which forms the powdery cosmetic material 
adhering layer on the sheet substrate, it is preferable to use 
a method in which the powdery cosmetic material mounted on a 
mesh of a printing plate is scrubbed down through the mesh and 
is applied to a desired position on the sheet substrate using 
a brush and thereafter the powdery cosmetic material is pressed. 
Since the method uses the brush, bristles do not collapse the 
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powdery cosmetic material and hence, the quality of the powdery- 
cosmetic material is not deteriorated. 

As the protective cover, lamination material or the^like,. 
which is cut in a given shape by a cutting device of a manufacturing 
device which will be explained later can be used. A transparent 
or a semi-transparent protective cover such as a PET film or 
the like can be used. The thickness of the PET film is set to 
6 to 180 urn, and more particularly to 25 to 75 um. 

It may be desirable to insert a plate-like frame between 
the sheet substrate and the protective cover. As the plate- like 
frame, a PET film, a woodfree paper or the like can be' used. 
A thickness of the PET film is set to 6 to 300 um, and more 
particularly to 50 to 150 um. On the other hand, the woodfree 
paper or the paperboard is set to 80 to 450 g/m 2 , and more 
particularly to. 180 to 260 g/m 2 v 

As an adhesive agent which is used for laminating the sheet 
substrate, the plate-like frame and the protective cover, a 
room- temperature curing- type adhesive agent, a 
thermosetting- type adhesive agent, a hot-melt-type adhesive 
agent, a pressure-sensitive-type adhesive agent or the like can 
be used. 

Further, as an adhesive agent which is used for laminating 
the protective cover to the sheet substrate, a re-peeling type 
adhesive agent (an adhesive agent of a type which performs ah 
adhesion again after peeling) or a weak-adhesion adhesive agent 
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(an adhesive agent which makes the re-adhesion after peeling 
difficult) . 

Fig. 1 shows one embodiment of a cosmetic material. .sheet, 
of the present invention. In this embodiment, the cosmetic 
material sheet includes a sheet substrate 1, a plate-»like frame 
2 and a protective cover 3. The sheet substrate 1 is formed 
of a milky-white PP resin sheet having a thickness of 100 \xm 
and a large number of concave portions 5 (see Fig. 3) are formed 
on the entire surface of the upper surface in a checkered pattern 
(see Fig. 4) . In this embodiment , as shown in Fig . 4 , the concave 
portions 5 are arranged not only in the checkered pattern but , 
also in a state that a group consisting of five rows of the concave 
portions 5 disposed close to each other are arranged in a staggered 
pattern in two stages, that is, upper and lower stages, wherein 
the group consisting of five rows of the concave portions .5 in" 
the upper stage enter the group consisting of five rows of the 
concave portions 5 in the lower stage.. These respective concave 
portions 5 (depth: 60 |xm) are formed by embossing and have an 
elliptical shape (the length of the long axis: 100 urn, the length 
of the short axis: 3 0 urn) in a plan view as shown in Fig. 4 and 
have bottom surfaces thereof formed into a curved plane of a 
mortar shape (or a dish shape) as shown in Fig. 5 and Fig. 6. 

Numeral 6 indicates a foundation layer (powdery cosmetic 
material adhering layer) which is formed on the upper surface 
of the sheet substrate 1 in a given shape (a quadrangular shape 
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in this embodiment) . A powdery foundation material 6a, which 
is a cosmetic material actually produced for sale is different 
from a sample cosmetic material. - t m-i pinnr r -. - 

The above-mentioned plate-like frame 2 is composed of a 
milky-white PET resin sheet (not shown in the drawing) having 
a thickness of 188 urn and an aluminum vapor-deposition layer 
having a thickness of 50 um (not shown in the drawing) which 
is formed on the upper surface of the resin sheet . The plate- like 
frame 2 is laminated to the upper surface of the above'- mentioned 
sheet substrate 1 by way of a strong-adhesive agent layer 7. 
In the plate- like frame 2, at a portion which correspondsy to i 
the foundation layer 6, a window portion 2a is formed such that 
the plate-like frame 2 surrounds the foundation layer 6 . Further, 
a height of the plate-like frame 2 is set higher than a height 
of the foundation layer 6 such that a gap is formed between the 
foundation layer 6 and the protective cover 3. 

F urther, the above-mentioned aluminum vaporj^eposition 
layer is formed by vapor -depositing aluminum on ah upper surface 
of the PET resin sheet in a usual manner. On the entire or a 



portion of the upper surface of the aluminum vapor -deposit ion 
layer, a product number, a color number or the like is printed 
by silk printing or photogravure printing or the like or a name 
of a cosmetic maker, a catch phrase, a trade mark, a product 
number, a retailer indication, a design, a ground pattern, other 
information or the like is indicated. 
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The above-mentioned window portion 2a is formed as an 
opening such that the window portion 2a is approximately equal 
to or slightly smaller than the foundation layer 6 in.size,.,. 
However, when the window portion 2a is formed such that it is 
slightly smaller than the foundation layer 6 in size, even when 
the foundation layer 6 is formed such that it is made slightly 
larger than a given size or is slightly displaced from an outer 
line, the window portion 2a plays a role of a mask when the 
protective cover 3 is laminated on the upper surface of the sheet 
substrate 1 so that an advantageous effect that the foundation 
layer 6 appears to be formed at a given position through the 
window portion 2a is obtained. 

The shape of the window portion 2a is configured in an 
arbitrary shape such as a rectangular shape, a circular shape, 
an elliptical shape, a heart shape, a lip shake, ai lip stick 
shape or the like. 

The protective cover 3 is formed of a transparent PET resin 
sheet having a thickness of 75 um. Due to a weak adhesive agent 
layer 8 which is coated and formed on a portion of a lower surface 
of the protective cover 3 which corresponds to the upper surface 
(that is, the entire surface of the aluminum vapor ^deposited 
layer) of the plate- like frame 2 except for one corner portion 
(front left corner portion in the drawing) 3c, the protective 
cover 3 is releaseably adhered to the upper surface of the 
plate-like frame 2. 
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Then, since the height of the plate-like frame 2 is set 
higher than the height of the foundation layer 6 in a state that 
protective cover 3 is adhered to the upper surface of. the, 
plate- like frame 2, the lower surface of the protective cover 

3 is not brought into contact with the upper surface of the 
foundation layer 6 . Further, since the weak adhesive agent layer 
8 is not coated or formed on one corner portion 3c of the lower 
surface, the protective cover 3 can be easily peeled from the 
above-mentioned one corner portion 3c. 

The above-mentioned cosmetic material sheet can be 
manufactured by using a manufacturing device shown in Fig. 7. 
In the drawing, numeral 11 indicates a supply device which is 
arranged at one end portion (left end portion in the drawing) 
of the manufacturing device. A roller 12 around which a mount 

10 is wound is rotatably supported on the supply device 11. 
Further, a distal end of the mount 10 is pulled out toward the 
other end side such that the distal end is wound around a roller 

4 8 of the winding device 19 which will be explained later and 
is arranged at the other end portion (a right end portion in 
the drawing) of the manufacturing device. The roller 12 of the 
supply device 11 and the roller 4 8 of the winding device 19 are 
designed to be controlled such that they are synchronously and 
intermittently driven . Further, apair of front and rear rollers 
(not shown in the drawing) are arranged between the supply device 

11 and a base 13 which will be explained later so as to make 
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the mount 10 always droop between a pair of rollers . Due to 
such a constitution, the mount 10 can have an excess 1 in length 
between both rollers so that the mount 10 can be smoothly.moyed..„, 
from one end side to the other end side of the manufacturing 
device. 

The mount 10 (made of the sheet substrate 1 in the embodiment 
shown in Fig. 1) is formed of a milky-white PP resin sheet having 
a thickness of 100 um and a large number of concave portions 
5 (see Fig. 4 to Fig. 6) on the entire surface of the mount 10 
in a checkered pattern. Further, on a rear surface of the mount 
10, a printing such as the responsibility indication or the like 
(not shown in the drawing) is performed at a given interval in 
the longitudinal direction. 

On an upper portion of the base 13, a filling device 15, 
a press device 16, a lamination-device 17, a cutter device 18 
and a winding device 19 are mounted. 

The filling device 15, as shown in Fig. 8, includes a 
printing plate 21, a brush 22, powdery cosmetic material supply 
means (not shown in the drawing) , printing plate moving means 
(not shown in the drawing) which moves the printing plate 21 
in the upward and downward directions, and brush moving means 
(not shown in the drawing) . 

The printing plate 21 includes a rectangular sheet body 
21a made of polypropylene (thickness: 0.5 mm) and a mesh 21b 
made of silk GG1 6 (thickness: 0.5 mm) formed at a given posit ion 
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of the rectangular sheet body 21a. The mesh 21b is formed in 
a shape corresponding to the shape of foundation layer 6 of the 
cosmetic material sheet. . .... v.,^^.. 

The brush 22 is constituted of a large number of bristles 
25 made of nylon or polyethylene (diameter at proximai portions : 

0.2 mm (j), total length: 60 mm) having distal end thereof tapered, 
and a bristle holding portion 26 which holds a large number of 
bristles 25 on a lower surface thereof such that bristles 25_ 
are extended downwardly. On an upper surface of the bristle 
holding portion 26, a recessed portion 26a which accommodates 
powdery foundation material 6a is formed. The powdery 
foundation material 6a which is actually used as a product 
(cosmetic material actually used) is supplied to and filled in 
the recessed portion 26a from the powdery cosmetic supply means . 
Further, in a bottom surface of the recessed portion 2 6a, a 
plurality of through holes 26b (hole diameter: 3 mm <|>) which are 
extended linearly to the lower surface of the bristle holding 
portion 26 (to be more specific, portions of the lower surface 
between respective bristles 25) are formed so that the powdery 
foundation material 6a can be uniformly supplied onto the mesh 
21b of the printing plate 21. 

The brush moving means finely moves the brush 22 in the 
upward and downward directions (vibrates the brush 22 with an 
amplitude of 1 mm) andperf orms one reciprocation (pitch: lsecond, 
10 cm/stroke) in the leftward and rightward direction (that is, 
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in the advancing direction of the mount 10) . 

The press device 16 includes, as shown in Fig. 9 and Fig. 
10, a press portion 27 of a pneumatic cylinder type (pr.es sure_:, w 
0.3 kgf/cm 2 , time: 0.5 to 1.0 sec), a shock absorbing member 
2 8 (made of an upper- side shock absorbing urethane rubber layer 
29 and a lower-side foamed urethane layer 30) which is mounted 
on a lower surface of the press portion 27, a mesh 31 (material: 
silk) of XX7 which is disposed between the shock absorbing member ^ 
2 8 and the mount 10, a shock absorbing urethane rubber plate 
32 having a flat plate shape which is disposed below the mount . 
10, drive means (not shown in the drawings) which drives- the 
press portion 27 in the upward and downward directions , a dust 
col lecting devi cja_Jjj_which_sjK^s_po:^^ a dhered to 

the mesh 31, a dust collecting device 3j4_j^ich_ sucks powdery 
material a dhered to the'mo unt 10 , and a pair of rollers 35 which 
are served for winding the mesh 31 each time the pressing is " 
performed. Both of these rollers 35 are rotatable in a reverse 
manner. The mesh 31 is wound from one roller 35 to the other 
roller 3 5 and when the mesh 31 is totally paid of f from' one roller 
35, these rollers are rotated in the reverse direction so that 
mesh 31 is wound from the other roller 35 to one roller 35 so 
that they can be used semi -permanently . 

Using these filling device 15 and press device 16, a given 
portion on the upper surface of the mount 10 is coated with the 
powdery foundation material 6a in the following manner. 
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That is, first of all, upon completion of the preceding 
filling operation, the printingplate 21 is disposedat aposition 
spaced apart from the mount 10. Subsequently, due. pp.. the 
intermittent driving of the roller 12 of the supply device 11 
and the roller 48 of the winding device 19, a silkprinting expected 
portion of the mount 10 is moved to the lower side of the printing 
plate 21 . Then, the printing plate 21 is descended upon driving 
of the printing plate moving means so that the mesh 21b of the 
printing plate 21 is positioned above the silkprinting expected 
portion of the mount 10 with a given gap between them. 
Subsequently, the brush 22 is finely moved in the upward and 
downward directions upon driving of the brush moving means in 
one reciprocation in the leftward and rightward directions. 
Then, within one reciprocation, the powdery foundation material 
6a which is accommodated in the recessed portion 26a of the brush 
22 is made to flow down through a large number of through holes 
26b and to fall on the mesh 21b. Subsequently, the powdery 
foundation material 6a is pushed into openings of the mesh by 
the bristles 25 and is adhered to the upper surface of the mount 
10 (see Fig. 11) . Here, since the brush 22 is finely moved in 
the upward and downward directions, the mesh 21b which comes 
into contact with the bristles 2 5 also finely moves and hence, 
the powdery foundation material 6a can easily fall from the 
apertures of the mesh 21b so that the powdery foundation material 
6a is not collapsed. 
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Then, in the press device 16, upon completion of the 
preceding pressing operation, the press portion 27, the mesh 
31 and the urethane rubber plate 32 are at positions spaced r apart ,„,,., 
from the mount 10 (see Fig. 10) . Subsequently, due to the 
above-mentioned intermittent movement, a pressing expected 
portion (a portion where the powdery foundation material 6a is 
filled by the filling device 15) of the mount 10 is fed to the 
lower side of the pressingportion 27 . Then, thepressingportion 
27 is descended upon actuation of the drive means so as to press 
the portion where the above-mentioned powdery foundation 
material 6a is filled. As a result, the foundation layer 6 (see 
Fig. 12) is formed on the upper surface of the mount io. . 

The lamination device 17 is a device provided f or adhering 
lamination material 37 to the upper surface of the mount 10. 



The above-mentioned lamination material 37 (is includes} a 
transparent PET resin sheet (eventually forming the protective 
cover 3 in the embodiment shown in Fig. 1) having a thickness 
of 75 um, a weak adhesive agent layer which is formed on a rear 
surface of the resin sheet, a frame (eventually forming the 
plate-like frame 2 in the embodiment shown in Fig. 1) which is 
adhered to the weak adhesive agent layer and has a window portion 
2a formed therein at a portion corresponding to the foundation 
layer 6 on the upper surface of the mount 10 , and a strong adhesive 
agent layer formed on a rear surface of the frame. In Fig.' 7, 
the resin sheet, the weak adhesive agent layer, the frame and 
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the strong adhesive agent layer are not shown in the drawing. 

The lamination device 17 includes, as shown in Fig. 7, 
a roller 40 around which a lamination member 38. (mernb,er, w wh4,ch, A „,.. , . 
is constituted by releaseably adhering apeel-of f member 39 which 
is formed by subjecting the surface of the PET film to the mold 
release treatment using silicone or the like on the strong 
adhesive agent layer formed on the rear surface of the lamination 
material 37) is wound, a roller 41 which winds the peel-off member 
3 9 of the lamination member 38 , anda roller 43 which the lamination . 
material 37 of the lamination member 38 passes. The lamination 
member 3 8 which is wound around the roller 40 is pulled out. toward ->'..' 
the other end side such that the distal end of . the lamination 
member 38 is wound around the roller 48 of the winding device 
19. In the midst of the winding operation, after the lamination 
member 38 passes the roller 42, the peel-off member 39. of the 
lamination member 38 is wound around the roller 41 . On the other 
hand, in a state that the lamination material 37 of the lamination 
member 38 passes the roller 43, the lamination material 37 is 
adhered with pressure to the upper surface of the mount 10 on 
the outer peripheral surf ace of the roller 43 . In Fig. 7, numeral 
44 to 46 are provided for transporting the lamination member 
38 . 

The above-mentioned cutting device 18 cuts the mount 10 
which has passed the lamination device 17 so as to produce the 
cosmetic material sheet shown in Fig. 1. Further, with respect 
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to the mount 10, the portion remaining after cutting the mount 
10 with the cutting device 18 is wound around the roller 48 of 
the winding device 19. .„ , r , .. : „ „ 

In this manner, in the above-mentioned embodiment, the 
cosmetic material sheets can be manufactured continuously. 
Further, by using cosmetic material actually used (cosmetic 
material having the same quality as that of powdery cosmetics 
.manufactured for sale) which is not a sample cosmetic material 
as the powdery foundation material 6a, different from a 
conventional product which uses the sample cosmetic material 
which is obtained by dissolving cosmetic material actually used 
in a solvent or the like, it becomes possible to offer the solid 
cosmetic material having the same color, gloss and touch as those 
of the cosmetic material actually used. Accordingly, by 
actually trying out the cosmetic material made of the solid 
cosmetic material, a consumer can accurately judge Whether the 
solid cosmetic material which the consumer is going to purchase 
has quality and hue that the consumer desires so that the cosmetic 
material sheet is greatly useful for promoting the sale of the 
solid cosmetic material. Such a cosmetic material sheet may 
be used either a sample sheet or as a sheet for product . 

Further, since there exists a gap between the upper surface 
of the foundation layer 6 and the lower surface of the protective 
cover 3, when the protective cover 3 is peeled off, the powdery 
foundation material 6a of the foundation layer 6 is not adhered 
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to the lower surface of the protective cover 3. Further, it 
becomes possible to protect the foundation layer 6 by shielding 
the foundation layer 6 from the outside by the protective, cov^er,,, ^„ 
3 and, at the same time, the appearance of the whole cosmetic 
material sheet can be improved thus enhancing the value of the 
cosmetic material sheet as a product . Still further, since the 
cosmetic material sheet is thin, it can be propagated' in a state 
that it is filed in a filing portion of a weekly magazine, or 
in a state that it is used as an advertisement guide printed 
matter such as a direct mail, a post card, a letter, a catalogue, 
a pamphlet or in a form that it is attached to the advertisement 
guide printed matter. 

Fig. 13 and Fig. 14 show the another embodiment of the 
cosmetic material sheet according to the present invention. 

In this embodiment, the plate-like frame 2 of the 
embodiment shown in Fig. 1 is not provided. Accordingly, in 
this embodiment, a protective cover 3 is directly adhered to 
an upper surface of a sheet substrate 1 by way of an adhesive 
agent layer 9. Further, the protective cover 3 includes a 
quadrangular transparent window portion 3a which is formed in 
the center of the protective cover 3 and a printing frame portion 
3b having a quadrangular frame shape which is formed around the 
transparent window portion 3a. With respect to this printing 
frame portion 3b, on a portion of a rear surface thereof except 
for one corner portion 3c (front left corner portion in the 
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drawing) , the adhesive agent layer 9 is formed and theprotective 
cover 3 is releaseably adhered to the upper surface of the sheet 
substrate 1 by way of this adhesive agent layer 9, Further.,, 
on a portion or on the entire surface of both surfaces of the 
printing frame portion 3b, a product number, a color number or 
the like is printed by silk printing or photogravure printing 
or the like or a name of a cosmetic maker, a catch phrase, a 
trade mark, a product number, a retailer indication, a design, 
a ground pattern or other information or the like is indicated. 
Other parts of this embodiment are identical with those of the 
above-mentioned "embodiment and hence, identical : parts are 
indicated by the same numerals . This embodiment can also achieve 
the same manner of operation and the same advantageous effects 
as the above-mentioned embodiment . However, in this embodiment , 
since. the cosmetic material sheet is not provided with the 
plate-like frame 2, the upper surface of the foundation layer. 
6 and the lower surface of the protective cover 3 are brought 
into contact with each other. 

Further, in this embodiment, at the time of manufacturing 
the cosmetic material sheet, the lamination material 37 which 
is used in the lamination device 17 does not use the frame body. 
That is, the lamination material 37 includes a transparent PET 
resin sheet having a thickness of 75 um (eventually becoming 
the protective cover 3 in the embodiment shown in Fig. 13)" arid 
an adhesive agent layer (not shown in the drawing) which is formed 
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on a rear surface of the resin sheet at a given position (portion 
corresponding to the printing frame portion 3b of the protective 
cover 3 except for one corner portion 3c) . 

Fig. 15 and Fig. 16 show still another embodiment of the 
cosmetic material sheet according to the present invention. In 
this embodiment, three foundation layers 6 are formed on the 
upper surface of the sheet substrate 1 of the embodiment shown 
in Fig. 1 at an approximately equal interval. Further, window 
portions 2a are formed in the plate-like frame 2 at portions 
thereof corresponding to the respective foundation layers 6. 
Still further, two U-shaped incisions 51 which are extended from 
the front end periphery of the protective cover 3 are formed 
in the protective cover 3 at positions corresponding to the 
respective window portions 2a such that portions which are 
surrounded by the respective incisions 51 can be separated from 
the front end periphery of the protective cover 3 by cutting. 
In Fig. 15, the strong adhesive agent layer 7 and the weak adhesive 
agent layer 8 are not shown. Other parts of this embodiment 
are identical with those of the above-mentioned embodiments and 
hence, identical parts are indicated by the same numerals . This 
embodiment can also achieve the same manner of operation and 
the same advantageous effects as the above-mentioned 
embodiments . 

Such a cosmetic material sheet can be manufactured in the 
same manner as the embodiment shown in Fig. 1. However, since 
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three foundation layers 6 are formed on the upper surface of.-., 
the mount 10 (see Fig. 17) in this embodiment, three sets of 

filling devices 15 shown in Fig. 7 and three sets of pre ss. devices. _. 

16 shown in Fig. 8 are provided. Here, when the powdery 
foundation materials 6a which are used in respective filling 
devices 15 are required to be different from each other in color, 
three colors can be simultaneously formed. 

Further, as shown in Fig . 18, the cutting device 18 includes . 
a cutter 54 which includes a full cutting tooth 52 (formed of 
a rectangular tooth) which cuts both of the mount 10 and the , 
lamination material 37 and a half cut tooth 53 (formed of one f ; * 
long- side tooth and four short -side teeth which are arranged : r 
in an equidistant manner within the full cutting tooth 52) which 
cuts only the protective cover 3. The cutting device 18 cuts 
the mount 10 which has passed the lamination device 17.=as.^s.hbwn , 4 . 
inFig. 19. InFig. 19, numeral 55 indicates cut lines (indicated : 
by chain lines) formed by the full cutting tooth 52 and numeral; 
56 indicates half-cut lines (indicated by chain double-dashed 
lines) formed by the half -cut tooth 53. Respective cut pieces 

(not shown in the drawing) which are cut in this manner are 
collected as the cosmetic material sheets in a receiving base 

(not shown in the drawing) . On the other hand, portions of the 
mount 10 remaining after the cutting operation are wound around 
the roller 48 of the winding device 19. ~ .. . v 

Although the cosmetic material sheets are manufactured 
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continuously in the above-mentioned respective embodiments, the 
cosmetic material sheets may be manufactured one by one. Further, 
in the above-mentioned respective embodiments,. .,a».., ? s£at,ic™>,w., 

: -S 

eliminator may be provided to prevent dust or the like from 
adhering to the lamination material 3 7 or the like. Further, 
in the above-mentioned respective embodiments, as the sheet 
substrate 1, a sheet substrate which is formed by coating or 
laminating a transparent PET resin film having a thickness of 
12 um onto an upper surface of a woodfree paper (55 kg/m 2 ) having 
a thickness of 100 um may be used. Still further, in the 
above-mentioned respective embodiments, the mesh 21b of the 
printing plate 21 may be made of nylon, PP resin, PE resin, Tetoron . 
or stainless steel or the like. Further, by processing the mesh 
31 of the press device 16, characters such as UV, patterns or 
the like may be indicated on the surface of the foundation layer . 
6. V' . ■ 

Further > as shown in Fig. 24, a large number of concave 
portions 5 formed on the whole surface of the upper surface of 
the sheet substrate 1 maybe arranged obliquely such that groups 
which are respectively made of five rows of neighboring concave 
portions in upper and lower stages are arranged in a staggered 
pattern . 

As has been describedheretof ore , according to the cosmetic 
material sheet of the present invention, by using powdery 
cosmetic material actually used (powdery cosmetic material 
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having the same quality as that of powdery cosmetic material 
manufactured for sale) which is not sample cosmetic material 
as the powdery cosmetic material which constitutes- -,-,the» 
above-mentioned powdery cosmetic material adhesive layer, 
different from a conventional product which uses the sample 
cosmetic material which is obtained by dissolving powdery 
cosmetic material actually used in a solvent or the like, it 
becomes possible to offer the powdery cosmetic material totally, 
having the same color, gloss and touch as those of the powdery 
cosmetic material actually used as a sample. Accordingly, by 
actually trying out the powdery cosmetic material, 'a consumer 
can accurately judge whether the powdery cosmetic materialwhich. 
the consumer is going to purchase has quality and hue which the 
consumer desires so that the cosmetic material sheet is greatly 
useful for promoting the sale of the powdery cosmetic material . 

Further, the cosmetic material sheet according to the 
present invention uses the powdery cosmetic material actually, 
used as the powdery cosmetic material of the above-mentioned 
powdery cosmetic material adhering layer and hence , the cosmetic 
material sheet can be used as a product. Further, powdery 
cosmetic material adhering layer is formed in a state that the 
powdery cosmetic material adhering layer covers arbitrary 
concave portions out of a large number of concave portions 
arranged on the upper surface of the sheet substrate and hence, 
the powdery cosmetic material which constitutes the powdery 
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cosmetic material adhering layer is filled in the above;- mentioned 
arbitrary concave portions. The powdery cosmetic material 
which is filled in the arbitrary concave portions, perf^rms^an^,^,. , 
anchoring effect so that the powdery cosmetic material adhering 
layer is firmly adhered to the sheet substrate. Further, the 
above-mentioned concave portions have an oblong shape in a plan 
view and have bottom portions thereof formed into a curved plane 
of a dish shape so that the powdery cosmetic material which is 
filled in the above-mentioned arbitrary concave portions can - 
be easily taken out by adhering the powdery cosmetic material.' 
to a powder puff or the like whereby a substantially total amount) . ; '• 
of the powdery cosmetic material which constitutes the powdery - ; 
cosmetic material adhering layer can be used. ~ ■ 

According to the present invention, when a plate -like frame 
which has a height thereof higher than that "of a height. of the ; 
above-mentioned powdery cosmetic material, adhering layer is 
laminated on the upper surface of the above-mentioned sheet 
substrate and a protective cover is releaseably adhered to an 
upper surface of the plate-like frame, there is no possibility 
that an upper surface of the above-mentioned powdery cosmetic 
material adhering layer comes into contact with a lower surface 
of the protective cover so that even when the protective cover 
is peeled in the trial use of the cosmetic material sheet, the 
powdery cosmetic material is hardly adhered to the lower surf ace 
of the protective cover. 
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Further, the method and device for manufacturing a cosmetic 
material sheet according to the present invention enable the 
uniform and efficient manufacturing of the cosmetic material,,, 
which has the above-mentioned excellent effects. 



